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CLAIMS 

A surface treatment method for a light-metal 
casting\ characterized by comprising : 

a casting step for applying a casting 
pressure of\more than about 50 megapascal from an 
ejection pluVjer to a molten metal of a light-metal 
material poured into a die, to form a casting having 
pinholes generated in a casting surface, the pinholes 
being suppressed V.o generate so as to meet a 
10 predetermined concTttion; 

a po\ishing step for reducing a roughness 
of a polished surf aca obtained by polishing said casting 
surface to not more tBan a predetermined value; 

a painting step for forming a first resin 
15 coating layer on said polished surface after being 
polished; and 

a plating s&ep for forming a layer of a 
metal or a metal compound thorough a dry-type plating on a 
surface of said resin coating^ layer . 

20 2, A surface treatment method for a light-metal 

casting, as described in claim \, wherein the 
predetermined condition of the plSnholes generated on said 
polished surface is that the numbet and a maximum opening 
dimension of the pinholes generatedVin a predetermined 

25 area of the polished surface is not mpre than a 

predetermined value. 

3. A surface treatment method fdr a light-metal 
casting, as described in claim 2, characterized in that 
the number of said pinholes is in the ranee of 1 to 15 

30 per 100 cm 2 of said polished surface and sa^Ld maximum 
opening dimension is not more than 2 mm, 

4. A surface treatment method for a l\ght-metal 
casting, as described in claim 3, characterized in that 
the number of said pinholes is in the range of u to 10 

35 per 100 cm 2 of said polished surface, said maximi 

opening dimension is not more than 2 mm and the nkmber of 
the pinholes having the maximum opening dimension fcf 1.0 




2.0 mm is one or zero, 
\ 5. A surface treatment method for a light-metal 
casting, as described in any one of claims 1 to 4, 
characterized in that a roughness of said polished 
5 surface obtained by said polishing step is 6.3 [\m in 

Rmax . \ 

6. Asurface treatment method for a light-metal 
casting, as aescribed in claims 1 to 5, characterized in 
that a thickness of said first resin coating layer is not 

10 less than 10 \xm a»nd not more than 40 \xm. 

7. A surfacte treatment method for a light-metal 
casting, as described in claims 1 to 6 , characterized in 
that a transparent second resin coating layer (a topcoat 
layer) is formed on saYd metal or metal compound layer* 

15 8, A surface treatment method for a light-metal 

casting, as described inNclaim 7, wherein each of said 
first and second resin courting layers includes a primer 
coating layer. \ 

9. A surface treatment method for a light-metal 
20 casting, as described in claimv7, wherein a thickness of 

said transparent second resin cbating layer (a topcoat 
layer) is not less than 2 0 [im ancl not more than 50 jxm. 

10. A surface treatment metnod for a light-metal 
casting, as described in claim 1, wherein said polishing 

25 step is a barrel finishing process. \ 

11. A surface treatment method itor a light-metal 
casting, as described in claim 1, wherein said plating 
step for forming a layer of a metal or a\metal compound 
through said dry-type plating is a sputteVing process. 

30 12. A surface treatment method for a\light-metal 

casting, as described in claim 1, wherein sa±d casting 
step includes a pressurizing step for applying, by a 
pressurizing pin, a pressurizing force to a predetermined 
portion of the molten metal of said light-metal material 

35 filled in a die cavity during a solidification process of 

said molten metal under high pressure. \ 
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A surface treatment method for a light-metal 
casting\ as described in claim 1, wherein said casting of 
said lignt-metal material is an aluminum wheel. 

14. )K shiny aluminum vehicle wheel, characterized 
5 in that the Aluminum wheel is cast by a high-pressure 

casting process, in which a molten metal of an aluminum 
material filled\in a cavity of a die for casting a 
vehicle wheel is pressurized by an ejection plunger and, 
in a solidification^ process of the molten metal, a thick 
10 portion of the cavit\ is pressurized by a pressurizing 

pin arranged in the dite, so that pinholes generated in a 
polished surface of an aluminum casting after being 
polished has a dimension \pf not more than 2.0 mm diameter 
and has a number not more than 15 per 100 cm 2 area; and 
15 that the aluminum wheel comprises a surface-treated layer 
wherein the casting surface Ys barrel-polished to form a 
polished surface with a roughlaess Rmax of not more than 
1.6 \xia, a resin coating layer uU-th a thickness of not 
less than 10 \xm and not more tha\i 40 (xm is formed as an 
20 undercoat on said polished surfacfe, a dry-type plating 

layer made of a metal or a metal compound is formed on 
said resin coating layer and a transparent topcoat layer 
is formed on said dry-type plating lawyer so as to provide 
a design surface. 
25 15. A shiny aluminum vehicle whe« 

claim 14, wherein said aluminum materia] 
16. A shiny aluminum vehicle wheel 
claim 14, wherein said aluminum material 
alloy . 



as described in 
is aluminum. 

described in 
an aluminum 
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